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Dart Аеговрасе Ltd. 


Dae; — / Thursday, 17/01/2008 9:11:38 АМ 

User: j Linda Lacelle Process Sheet 

Customer : CU-DAR001 Dart Helicopters Services Drawing Name : MID TUBE ASSEMBLY 
? РА 

Job Number : 36806 л 

Estimate Number : 11446 | DM 

Р.О. Number : Part Number : D3391013 

This Issue : 17/01/2008 58.0. No. : Drawing Number — : 03391 REV G 

:Prsht Rev. : NC Project Number : МА 

First Issue :ll Type : LANDING GEAR Drawing Revision : G 

Previous Run : 32592 | Material : 

Written By ^ agb М Due Date : 31/01/2008 Qty: 1 Um: Each |, 

Checked & Approved By 

Comment : Es. А 05.12.13 New Issue EC 


Est. B 06.02.09 Dwgrev.D EC 

Est Rev:06-03-28 | Update Manufacturing Instructions ЛМ 
estrev D 07.03.14 dwgRevF ЕС 

EstRevE ЕСМ 1056 07-11-13 DD verified by: EC 


Additional Product 


dii | | || | | ШІ 
Seq. #: Machine Or Operation: Description : 
1.0 D25001100 Skidtube Extrusion 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 


SKIDTUBE EXTRUSION 
Pick: 
| . Qty Part Number Description Batch 
‹ 1 02500-1-100 Extrusion 6 73 ue 6.- 1-172 


03391011 


Comment: Qty: 1.0000 Each(s)/Unit Total : 1.0000 Each(s) 
Fwd Tube Assembly 


Batch: R 33 032. 


LANDING GEAR 1 LANDING GEAR RESOURCE 1 


` 


Comment: LANDING GEAR RESOURCE 1 
1-Cut tube to finish length as per Dwg D3391 


Fwd Tube Assembly 


— 


2-Drill pilot holes including "B" holes using pig as per Dwg 03391 


m U", 
3-Open' float bag holes as per Dwg D3391 f E E 


4-C'sink float bag holes as per Dwg D3391 


- 9-Open remaining holes as per dwg 03391 


6- Locate pectic ie step holes 41.5000" from fwd end and drill using DT avs 
Che 


Form: rprocess 


Dart ai Ltd 


WORK ORDER CHANGES 


i | - Approval 
DATE | STEP PROCEDURE CHANGE chet eng! | Approval 
Prod Mgr nepector 


Part No: PAR #: Fault Category: NCR: Yes Мо DQA: _ Date: 
| ОА: МС Closed: _ Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B ; Е 
Description of NC Verification | Approval | Approval 
БИ БЯ Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


4 
n 
+. 


NOTE: Date & initial all entries > 


tees pu | : Í 3 
rM | e $ 
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EEE Db ccce ica odi d MU ыа ЫЙЫ mid - w р <. тер ` | ES. 


“Date: ' ” Thursday, 17/01/2008 9:11:38 АМ 
tiser: . ^ (паа Lacelle 


Process Sheet 
- Customer: CU-DAROOT Dart Helicopters Services | ‚ Drawing Name: МО TUBE ASSEMBLY 
э 


Job Number: 36806 | Part Number: 03391013 


cu И | mm 


Machine Or Operation: Description : 
7- Open elecrtic step holes 0.332"per dwg 03391 (section 1-1) 


8- Open elecrtic step holes 0.250"per dwg D3391 (section M-M) 


9- Open elecrtic step holes 0.250" per dwg D3391 (section LL-LL) 


10-Remove .030" from Fwd indexing Ridge as per Dwg D3391 

11-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 ; 

12-Deburr 

13-Drill #30 pilot holes using wearplate Jig DT8217ldentify 000.208" holes with paint marker 


14-Open wearplate holes of D3391-013 assembly detail section G-G to 20.250" (14 holes) as per Dwg 
D3391 | 


15-Open wearplate holes of D3391-013 assembly detail section H-H to @0.257" and c'sink (20 holes) 
as per Dwg D3391 


16-Open .375" holes to .438" 


17- insert D3391-011 and clico in place with wearplate holes, transfer drill saddle holes as per dwg 03391. i К. 


48. C'sink holes-for-croSsbolt spacers ДХ 


19-Deburr and blow out all chips from inside tube 
d INSPECT WORK TO CURRENT STEP 


QC5 ! 


‚ Comment: INSPECT WORK TO CURRENT STEP f : D 
HAND FINISHING1 HAND FINISHING RESOURCE #1 


ИТ ШЕТ! 


mment: HAND FINISHING RESOURCE #1 


mE Chemical Conversion Coat as per QSI 005 4.1 Ц ©) 
Тоисһ-ир alodine іп 03391-011 3 \ A 


INSPECT POWDER COAT/CHEMICAL CONVERSION 


B | 
3 


Comment: |М5РЕСТ POWDER COAT/CHEMICAL CONVERSION 


Form: rprocess 


ma. 


Dart Aerospace Ltd | u — 
WORK ORDER CHANGES `` a LT 


i "| Api roval 
DATE |STEP : PROCEDURE CHANGE By | Date | Qty | chere; | Approval 
Ë i m cse 6. | š Prod Mor nspector 


. | | ОА: М/С Сіовей: Date: 
. WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective-Action ` Section B 


Section A Initial . . Action Description 
ChiefEfg |-> * Chief Eng 


Verification 
Section C 


Approval 
Chief Eng 


Approval 
QC Inspector 


Mz 


de O% hele Drenthe RN SA ік, wer ered М Ди Г 
| | : Lota veo 45 Ostoo4 (4 АРАҚ 
ena a He радио тон й m ft "o 7 2^ Я 2) ч cel adt ih 


z- №9- 


Dill hile in ctt locediay NN 
06 Dex 237]. ted Gr, 
See ВС 08-013 < 
See PR- бу ја 


ке-и 


Ж 


NOTE: Date & initia! all entries 


} 

i ` j . | Tones 
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User: > А Linda Lacelle Process Sheet 


Customer: CU-DAR001 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


5 


Жоо. 22% i 
Job Митьег: 36806 Part Number: 03391013 


енен ШШ 


Machine Or Operation: Description : 
D33891 


Comment: Qty: 1.0000 Each(s)/Unit Total: 1.0000 Each(s) 
. WEB 
Pick: 
Qty Part Number Description Batch 
1 D3389-1 Web SS. 
AIR Sikaflex-241/-201 — A4 S ZOG 
Sikaflex expire date: 22-/-2% 2 


еб! 22. Тіте: рч 
Finish: 2:103 Time: / 47 


LANDING GEAR 1 | LANDING GEAR RESOURCE 1 


III 


Comment: LANDING GEAR RESOURCE 1 
. Bond web in place as рег Dwg D3391 & 951 015. 
— Web Aligment ****** 


INSPECT WORK TO CURRENT STEP 


Comment: INSPECT WORK TO CURRENT STEP 
-Inspect each insert using DT8821 
. LANDING GEAR 1 LANDING GEAR RESOURCE 1 


Comment: LANDING GEAR RESOURCE 1 CkossBeir SPACE 
Weld crossbolt spacer as per dwg D3391 & QSI 004 


NI 


Comment: VISUAL WELDING INSPECTION 


ІШІ 


INSPECT WORK TO CURRENT STEP 


Comment: |М5РЕСТ WORK TO CURRENT STEP 
POWDER COATING POWDER COATING 


ШИ // ю6 274 


Comment: POWDER COATING | 
Powder Coat White Gloss (Ref: 4.3.5.1) as рег QS! 005 4.3 mH 
Use paint screws to mask inserts. d 


‚ -Rom:rprocess 


PU C 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE ЕБЕ, Eng / DPF oval 
Prod Mar nspector 


Part No: : PAR Ж: Fault Category: NCR: Yes Мо ООА: .. Date: 
| ОА: М/С Closed: Date: 


Description of NC Corrective Acto. Sadion B 


ex ificati Approval 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries . 
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I Date: ^ — Thursday, 17/01/2008 9:11:39 АМ 
User: >’ Linda Lacelle 


- Customer: CU-DAROO Dart Helicopters Services 


Machine Or Operation: 


E 


Job Number: 36806 
Job Number: 


Process Sheet 
Drawing Name: MID TUBE ASSEMBLY 


Part Number: D3391013 


Description : 
INSPECT POWDER COAT/CHEMICAL CONVERSION 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 


ALS41032130 


Comment: Qty: 24.0000 Each(s)/Unit 


INSERT 
batch: MIOS 7 27 
or equivalent 
per QSI 017 
ALS4428165 


Total : 


24.0000 Each(s) 


Inserts 


Comment Qty: 4.0000 Each(s)/Unit 


Inserts | 
batch." ^ 


D36721 


ШИ 


Total : 


4.0000 Each(s) 


PHENOLIC WASHER 


Comment Qty: 4.0000 Each(s)/Unit 
А | 
batch: — 


D36723 


Total : 


4.0000 Each(s) 


PHENOLIC WASHER 


Comment Qty: 4.0000 Each(s)/Unit 


PHENO ASH , 
batch; j 


AN960C10L 


HIM 


Total : 


4.0000 Each(s) 


washer 


Comment: Qty: — 4.0000 Each(s)/Unit 
WASHER 
batch: AYN / v. M 4 552 
AN960C416L 


Total : 


4.0000 Each(s) 


WASHER 


Comment: Qty: 4.0000 Each(s)/Unit 


WASHER 
20/05 7/3 


pater: JOS 7 


Total : 


4.0000 Each(s) 


Dart m Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Qty EU Approval 
Prod Mar QC Inspector 


A та 
. 
. 


РАК #: Fault Category: __ NCR: Yes No DQA: — Date: 
QA: М/С Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Ез БЯ Desc W m of NC Corrective Action Section B ificati Керсез 


| вее 7 А ј 1 QC Inspector 


NOTE: Date & initial all entries . 
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‘Date; ` Thursday, 17/01/2008 9:11:39 АМ 


User: > Linda Lacelle Process Sheet 


“Customer: CU-DAR001 Dart Helicopters Services Drawing Name: MID TUBE ASSEMBLY 


Job Number: 36806 Part Number: D3391013 


Machine Or Operation: | Description : 
М527039С109 | 


EM Ы m 


Comment: Qty.: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 
SCREW 
batch: м./ 222 / 


MS27039C408 


ІШІ 


Comment Qty: 4.0000 Each(s)/Unit Total: 4.0000 Each(s) 
SCREW 


batch: КА / ШАТЕВ / 


HAND FINISHING1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING RESOURCE #1 
Assemble as per dwg D3391 


ОШ 


INSPECT WORK TO CURRENT STEP 


Comment: |М5РЕСТ WORK TO CURRENT STEP 
PACKAGING 1 PACKAGING RESOURCE #1 


Comment: PACKAGING RESOURCE #1 


Identify and Stock [YP 2 5 5 J7 


Location: 
QC?1 FINAL INSPECTION/W/O RELEASE 


Comment: FINAL INSPECTION/W/O RELEASE 


Page 5 


Form: rprocess 


Dart Wo | Ltd 
WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE ву | Date | Е Approval 
r pector 


Part No: PAR #: Fault Category: NCR: Yes Мо ПОЛ: Date: 
QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


A Corrective Action | Section В TENIS i 
Description of NC — - — : Verification | Approval | Approval | 
DATE STEP Section А Initial Action Description Sign & Section C Chief Eng QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries . 
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A 


4- 
D3391-011 А ЕВ ота 0 SEAL WITH SIKAFLEX-241/-291 
FWD TUBE ASSEMBLY SEAL WITH SIKAFLEX-241/-291 PRIOR TO INSTALLATION OF 
D3391-013 AN960C416L WASHER (1) D3391-015 
PRIOR TO INSTALLATION OF TRANSFER DRILL THRU MID TUBE ASSEMBLY (4 PLACES) WEARSHOES AFT TUBE ASSEMBLY 
WEARSHOES D3391-011 OPEN TO 


20.4384 ] D3553-3 
GASKET 


D3566-13 GASKET Е = : а ———i ы 
(RER) D3566-5 GASKET 


E 
D3566-1 GASKET 
03564-13 А ucc M ICM > СҮ) зір? 
/ — ——— Т. ни Ч : - 
WEARSHOE D3566-1 WEARPAD 
=" 


(REF) GASKET 03553-1 (REF) 


2 € GASKET 
АМЗСАА BOLT (1) Еее (ВЕР) 
AN960C10L WASHER (1) D3537-1 
(4 PLACES) 03564-1 
А 


МЕАВЗНОЕ WEARPAD 
AN3C6A BOLT (1) D3564:5 N3C4A BOLT (1) АМЗСВА BOLT (1) ANSCBA BOLT (1) (REF) 


AN960C10L WASHER (1) WEARSHOE AN960C10L WASHER (1) “~ AN960C10L WASHER (1) ANSSOC 10L WASHER (1) 


(2 PLACES) (20 PLACES) (6 PLACES) {4 PLACES) 
AN3C7A BOLT (1) 


ANS60C10L WASHER (1) 
(8 PLACES) 


D3391-041 ASSEMBLY 


REPLACE NAS INSERTS W/ AELS INSERTS 
SWITCH TO 03670-ХХХХ SPACERS FOR INSTALLING 07.07.31 
FLOAT BAGS, DWG REORGANIZED FOR CLARITY 


ADD SS WEARSHOE, GASKET 
REMOVE FW2 SADDLE HOLE -011/-021 07.01.18 
PART NUMBER DESCRIPTION GENERAL NOTES | PH | 00425 | 


D3381-041 FLOAT SKIDTUBE ASSEMBLY | m | 
— WUTUSERSSEELY 1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 Ген [65.0927 | 


3391-013. MID TUBE ASSEMBLY POWDER COAT WHITE (4.3.5.1) PER DART QS! 005 4.3 
pastos AFT TUBE ASSEMBLY SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 


WEARSHOE AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH |NEwISSUE . Ген | 


НОЕ LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS DESCRIPTION DATE 
GASKET OFF POWDER COATING WITH MEK DEGREASER. ñ 

WASHER TOLERANCES: PER DART QS! 018 UNLESS OTHERWISE NOTED ини DART АЕНОЗРАСЕ U SA, INC 
— UNITS: INCHES UNLESS OTHERWISE NOTED а 
BOLT USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES J . 
[аот FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 

MS27039C4-12 SCREW WHERE INDICATED. APPROVED 
AN9SUCA15L WASHER DE APPR, 


05.06.10 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
TH: DOCUMENT IS PRIVATE AND CONFIDENTIAL AND 13 SUPPLIED ON THE EXPRESS CONDITION THAT 17 IS 
NOT TO ВЕ USED FOR ANY PURPOSE Од COPED OR COMMUNICATED 10 ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA INC. 


WORK ORDER CHANGES 


Approval 
Chief Eng / 


Fault Category: . NCR: Yes No DQA: Date: 


QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective Аспоп.. кешир Уегійсабоп | Approval | Approval 


Section А Initial i Section C Chief Eng | QC Inspector 
Chief Eng i 


NOTE: Date & initial all entries 
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03391-021 
FWD ТУВЕ ASSEMBLY 


WEARSHOES 


D3566-13 GASKET 


D3564-13 
WEARSHOE 
(REF) 


АМЗСАА BOLT (1) 
AN960C10L WASHER (1) 
(4 PLACES) 

АМЗСВА BOLT (1) 

AN960C10L WASHER (1) 

(2 PLACES) 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


PART NUMBER TDESCRIPTION 


3381-043 FLOAT SKIDTUBE ASSEMBLY 


+ FWD TUBE ASSEMBLY 


D3391-023 1 MID TUBE ASSEMBLY 


AFT TUBE ASSEMBLY 


| 
| WEARSHOE 


| WEARSHOE 


|WEARSHOE . . — 


.. + GASKET 
і САЗКЕТ 


-BOT 


вот 


вот 


` WASHER 


ГАМОВОСТОЕ 


D3564-1 


WEARSHOE 


D3564-5 
WEARSHOE 


A 


TRANSFER DRILL THRU 
03391-021 OPEN TO 


03391-023 
MID TUBE ASSEMBLY 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 


WEARSHOES D3391-025 


mE 
SKET 


(REF) На Saeed GASKET ii 03566-5 GA: 


'AN3C6A BOLT (1) 
AN960C10L WASHER (1) 
(6 PLACES) 


AN3C4A BOLT (1) 
АМ960С101. WASHER (1) 
(20 PLACES) 


03391-043 ASSEMBLY 


СЕМЕНДІ. МОТЕ5 


1) 


2 


FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 


POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 


D3566-1 DC us 
GASKET D3553-1 
GASKET 
D3564-3 (REF) 
WEARSHOE D3537-1 


AN3C6A BOLT (1) "e E 
AN960C10L WASHER (1) 
(4 PLACES) 

АМЗСТА BOLT (1) 

AN960C10L WASHER (1) 

(8 PLACES) 


SPRAY INSIDE OF TUBE WITH A COAT OF LPS LABORATORIES "LPS-3" AFTER FINISH 


AND AFTER INSTALLATION OF INSERTS. COAT ALL EXPOSED FASTENERS WITH 
LPS LABORATORIES "LPS PROCYON" AFTER FINAL ASSEMBLY, CLEAN EXCESS 
OFF POWDER COATING WITH МЕК DEGREASER. 

TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

UNITS: INCHES UNLESS OTHERWISE NOTED 

USE DART DRILL TEMPLATE DT8217 TO LOCATE AND DRILL 20.297 SIZE HOLES 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 
WHERE INDICATED. 


Бе | | 
DRAWN 
CHECKED 


MFG. APPR. 


AFT TUBE ASSEMBLY 


D3553-3 
GASKET 
(REF) 


D3537-7 
WEARPAD 
(REF) 


DART AEROSPACE USA, INC 


PORT HADLOCK, WA 


REV. G 
SHEET2 OF 8 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 
Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
QA: N/C Closed: Date: 


E м O WORK ORDER NON-CONFORMANCE (МСК) 


МСК: 
Description of NC Corrective Action s 1008 Verification | Approval | Approval 
DATE | STEP Section А Initial Action Description Sign & Section C ChiefEng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries . 


Approval | Approval 
Qty | Chief Eng / ДС 
Prod Маг nspector 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevD 


-- 


6.8:0.25 


13° (ВЕР) 


ео DISTANCE ТО 


ТАМСЕМТ РОІМТ 


03391-1 CUTTING DETAIL D3391-011/-021 BENDING DETAIL 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) (MAKE FROM D3391-1) 


R0.031 3.300500 
03.750 ж | 
(REF) 


@3.460 
3.59000% 
03.460 93.750 


( 
mde c | —| Loewe 


-0.000 


SECTION А-А SECTION B-B SECTION С-С 
(SCALE 1:5) (SCALE 1:5) (SCALE 1:5) 


4.250 


(REF) DESIGN [| @ | DART AEROSPACE USA, INC 
VIEW 2-2 р = PORT HADLOCK, WA 


(SCALE 1:5) DRAWING NO. REV. G 
SHEET3 OF 8 


COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
тиз DOCUMENT їз PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT T S 
NOT TO ВЕ USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE USA. INC 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


wo | 
DATE | STEP PROCEDURE CHANGE 
Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


QA: М/С Closed: Date: 
WORK ORDER МОМ-СОМЕОКМАМСЕ (NCR) 


Approval | Approval 
Qty | Chief Eng / QC! di 
Prod Mgr nspector 


Description of NC Corrective Action. Section B = 


Section A QC = 


NOTE: Date & initial all entries . 
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20.000 
00 5 EQ. ЅРАСЕЅ 
2.000 4.000 PITCH 8.000 


279 


DRILL #4 (90.209 
(4 PLAGES) 4.000 C'BORE 90.430 X 0.040 


DRILL 20.297 DRILL 44 (20.209) 


(4 PLACES) DRILL 00.297 


C'BORE 00.430 X 0.040 


: 2.000 THIS LOCATION ONLY THIS LOCATION ONLY 
0.500 : (2 PLACES) А 0.500 ° (2 PLACES) 


DRILL THRU 21/64" (20.328) | | DRILL THRU 21/64" (20.328) 
(9 PLACES) 20.640 : (4 PLACES) @0.640 


C'SINK @0.438 x 45° C'SINK @0.438 x 45° 
DRILL @0.297 7.25 DRILL @0.297 7.25 
{ВОТН SIDES) (10 PLACES) (DISTANCE ТО FWD (BOTH SIDES) (10 PLACES) (DISTANCE TO FWD 
SADDLE HOLE, REF) SADDLE HOLE, REF) 


D3391-011 DRILLING DETAIL A D3391-021 DRILLING DETAIL 


A INSTALL D3670-4200 SPACER 
INSTALL D3670-4200 SPACER SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 GRIND FLUSH 


GRIND FLUSH PRIOR TO PAINTING 
PRIOR TO PAINTING A A (4 PLACES) A A 
(9 PLACES) INSTALL INSTALL INSTALL INSTALL 


DETAIL D AELS-1032-225 AELS-1032-130 DETAIL D AELS-1032-225 AELS-1032-130 
AFTER FINISH THIS LOCATION ONLY AFTER FINISH THIS LOCATION ONLY 


(10 PLACES) AFTER FINISH (10 PLACES) AFTER FINISH 
(2 PLACES) (2 PLACES) 


D3566-13 GASKET D3566-13 GASKET а 2 
03564-13 ре 03564-13  — 
WEARSHOE AN3C4A BOLT (1) WEARSHOE AN3C4A BOLT (1) 
AN960C10L WASHER (1) Um AN960C10L WASHER (1) 
(6 PLACES) (6 PLACES) 
D3391-011 ASSEMBLY DETAIL D3391-021 ASSEMBLY DETAIL 


SEAL WITH 


SIKAFLEX-241/-291 А 


AN3C4A BOLT (1) 
DESCRIPTION D3672-1 WASHER (1) 
AN960C40L WASHER (1) 
D3391-011 FWD TUBE ASSEMBLY à (4 PLACES) " 
D3391-021 FWD TUBE ASSEMBLY D3401-041 


D6013-047 FWD TUBE 
D3401-041 | 
D3564-13 DETAIL D DART AEROSPACE USA, INC | 
D3670-4200 | SPACER (SCALE 15) PORT HADLOCK, WA 

036721 [WASHER 5 БЕУ. G 

ЗНЕЕТ4 OF 8 


AN3C4A 
AN960C10L a SCALE 
AELS-1032-130 INSERT = |412 FLOAT SKIDTUBE 1:10 


AELS-1032-225 INSERT DATE 07 07 3 кон COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
.07.31 егете PORA Айк on сон са CORR NAT T AN ла арылды 


OR 
WRITTEN PERMISSION FROM DART AEROSPACE USA. НС. 


Dart'Aerospace Ltd 
WIO: 


DATE | STEP 


Part No: 


PAR 4: 


WORK ORDER CHANGES 


PROCEDURE CHANGE 


Approval 
Chief Eng / 
Prod Mgr 


Approval 
QC Inspector 


Fault Category: | x NCR: Yes No DQA: Date: 
QA: М/С Closed:  Оае: 


DATE | STEP 


Description of NC. 


Section A 


WORK ORDER NON-CONFORMANCE (NCR). 


Corrective Action Section B 


Initial Action Description Sign & 
Chief Eng Chief Eng Date 


Verification | Approval | Approval 
Section C Chief Eng QC inspector 


NOTE: Date & initial all entries . 
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> 
Fe 


I 4.94 
ÁN v 


DISTANCE TO 
FWD END OF 
D3389-1 WEB 


REFER TO ` 


ЖС DETAIL К 


REFERTO €... 


DETAIL J ` 


A 


DRILL THRU 21/64" (20.328) 
C'SINK 20438 X 45° (BOTH SIDES) 
(12 PLACES) 


DETAIL J 
(SCALE 1:5) 


. ` INSTALL 
D3681-1 SPACER 


` DRILL @0.297 
INSTALL AELS-1032-130 INSERT 
AFTER FINISH 


(ТҮР) 


SECTION 6-6 
(SCALE 1:4) 


SECTIONH-H (12 PLACES) 
(SCALE 4:4) 


DETAIL Е 


D3391-013 ASSEMBLY DETAIL 


WELD INTO PLACE . 
& GRIND FLUSH 
(BOTH ENDS) 


‚ D3391:013 MID TOBE ASSEMBLY PARTS LIST 
Y | PART NUMBER Кн 


533812013 МЮ ТУВЕ ASSEMBLY 


D2500-1-100 EXTRUSION 
D3389-1 S WEB 
D3681-1 SPACER 
D3672-1* WASHER 
D3672-3 22-1 WASHER 


| 24  |AELS-10323130 | INSERT 


ALS4-428-165* INSERT 


= 


4 е 
4 AN950C10L WASHER 
4 AN960C416L - WASHER 
4 

4 


MS27039C1-09 SCREW. 
MS27039C4-08 SCREW . 


03391-013 MID TUBE ASSEMBLY 
1) - MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 

2) ` INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-201 PER 051015 
3) WELDING: PER. DART QSI 004 


DETAIL E 


(SCALE 1:8) 


DRILL 20.391 
INSTALL ALS4-428-165 INSERT” 
š MS27039C4-08 SCREW 

, D3672-3 WASHER 
AN960CA16L WASHER 
AFTER FINISH 

(ТҮР 4 PLACES) 


SECTION L-L 
(SCALE 1:4) 


- (8 PLACES) 


REMOVE 0.030 
FROM TOP AND BOTTOM 
TO 3,610 


SECTION X-X 
(SCALE 1:4) 


SECTION M-M 
(SCALE 1:4) 


` INSTALL AELS-1032-130 INSERT 


DISTANCE TO 
END OF WEB 
4.19 
: - (REF) 
‚ DETAIL К E 
(SCALE 1:5) 


| . REMOVE 0.225 


FROM TOP AND BOTTOM 
TO 3.800 
(0. 7 FROM BOTH ENDS) 


DRILL 20.297 SECTION Y-Y 


(SCALE 1:4) 
MS27039C1-09 SCREW 


D3672-1 WASHER 
ANS60C10L WASHER 
AFTER FINISH 

(ТҮР 4PLACES) ` 


. DRILL 20.250 


(TYP 4 PLACES) SECTION LL-LL 


(SCALE 1:4) 


pesa ГА | ПАКТ AEROSPACE USA; ІМС 


DRAWN 


PORT HADLOCK, WA 


CHECKED 


MFG. APPR. 


| Í DRAWING NO. 


D3391 


APPROVED . 
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WORK ORDER CHANGES | 


Approval A 
U pproval 


Fault Category: NCR: Yes No DQA: 
ОА: М/С Closed: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of МС Corrective Action Section B 


Section А Initial Action Description 
Chief Eng Chief Eng 


NOTE: Date & initial all entries 


H:MFORMS Quality Assurancexapproved QA\NCRWO RevD 


ТГ 


нр ы сыккыч 


Y 
0.00 
ANS. 


DISTANCE TO 
FWD END OF 


D3389-1 WEB 


4.94 
Ar 


DETAIL J 
(SCALE 1:5) 


SECTION G-G 
(SCALE 1:4) 


D3391-023 MID TUBE ASSEMBLY PARTS LIST 


10.500 


REFER TO 
DETAIL J 


DRILL THRU 21/64" (20.328) 
C'SINK 20.438 X 45° (BOTH SIDES) 
(5 PLACES) 


D3391-023 ASSEMBLY DETAIL 


INSTALL WELD INTO PLACE 
D3681-1 SPACER 


& GRIND FLUSH 
(BOTH ENDS) 


/ A 


DRILL 20.297 
INSTALL AELS-1032-130 INSERT 
AFTER FINISH 


20.438 
(8 РЕАСЕЗ) 


REMOVE 0.030 


(ТҮР) ЕКОМ ТОР АМО ВОТТОМ 


SECTIONH-H (5РІАСЕ5) 
(SCALE 1:4) 


ОТҮ- |РАВТ NUMBER 
023 
x 1 D3391-023 


D2500-1-100 


DESCRIPTION 
MID TUBE ASSEMBLY 
EXTRUSION 


D3389-1 


WEB 


z4 D3681-1 


SPACER 


AELS-1032-130 


INSERT 


D3391-023 MID TUBE ASSEMBLY 


1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 


2) INSTALL D3389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSi 015 
3) WELDING: PER DART QSI 004 


TO 3.610 
SECTION X-X 


(SCALE 1:4) 


N REFER TO DETAIL K 


DISTANCE TO 
END OF WEB 
4.19 
(REF) 
DETAIL K 
(SCALE 1:5) 


REMOVE 0.225 
FROM TOP AND BOTTOM 
TO 3.800 
(0.7 FROM BOTH ENDS) 


SECTION Y-Y 
(SCALE 1:4) 


d 
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WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Qty | chéfeng/ а dabis 


Prod Mgr 


Part No: PAR Ж: Fault Category: NCR: Yes Мо DQA: Date: 
QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Description of NC Corrective Action Section B Approval 


Section A QC Inspector 


NOTE: Date & initial all entries . 


H:MFORMS Quality Assurance\approved QA\NCRWO RevD 


0.200 
(REF) 


VIEW BB-BB 
(SCALE 1:3) 


SECTION АА-АА 


(SCALE 1:2) 


36.435 


TO TAPER 
MACHINE CONSTANT 


TAPER FROM 93.750 
TO 93.200 


88.93 


D3391-3 AFT DRILLING AND CUTTING DETAIL 
(MAKE FROM D6014-090 SKIDTUBE MATERIAL) 


0.200 - 0.687:9.010 


SECTION М-М SECTION Р-Р. 


(SCALE 1:2) (ЗСАГЕ 1:2) 


20.484 | 


(SCALE 1:3) 


(16 PLACES) Г 


A DETAIL 5 


(SCALE 1:3) 


DETAIL V 


CHAMFER 
30°X0.060 DEEP 


DRILL #4 (20.209) 
(2 PLACES) 


DETAIL V 
(SCALE 1:2) 


SECTION QQ SECTION R-R 
(SCALE 1:2) (SCALE 1:2) 


Reine 


REV. G 
SHEET 7 OF 8 


36.000 
9 EQ. SPACES 


A DRILL THRU 21/64" (20.328) 
(14 PLACES) i (4 PLACES) 
DRILLE 90.297 C'SINK 20.438 X 45° өл бүр: D PLACES C'SINK 20.438 X 45% A 
DISTANCE BETWEEN HOLE AND (TYP 26 PLACES) (BOTH SIDES) DISTANCE BETWEEN HOLE AND (BOTH SIDES) 
5 ТАМСЕМТ РОМТ 537 ТАМСЕМТ POINT 537 
| 3391-015 BENDING AND DRILLING DETAIL A 103391-025 BENDING AND DRILLING DETAIL 
: (SEE СВОКЕ DETAIL BELOW) (SEE C'BORE DETAIL BELOW) 
t; | INSTALL 03670-4200 SPACER INSTALL D3670-4200 SPACER 
| SEAL WITH MAGNOBOND 6398 SEAL WITH MAGNOBOND 6398 
E GRIND FLUSH 


GRIND FLUSH 
Я PRIOR TO PAINTING PRIOR TO PAINTING 
= (14 PLACES) {4 PLACES) 


А a (NO CBORE) 
D3553-1 


D3553-1 
GASKET GASKET 


03537-1 D3537-1 
WEARPAD 03537-7 WEARPAD D3537-7 
D3391-015 ASSEMBLY AND C'BORE DETAIL WEARPAD . pe WEARPAD 
(SEE TABLE) AN3C5A BOLT (1) ) 
АМ960С 101. WASHER (1) AN3C4A BOLT (1) АМ960С101. WASHER (1) аналар pa m 
4 PLACES) 
(4 PLACES) AN960C10L WASHER (1) ( 4 PLACES 
ќ Е5) 
(4 PLACES) 


EXE ET aa 


D3391-015/-025 AFT TUBE ASSEMBLY PARTS LIST 


03391 -025 ASSEMBLY AND C'BORE DETAIL 
DESCRIPTION (SEE TABLE) 


AFT TUBE ASSEMBLY D2646 AFT CAP 
AFT TUBE ASSEMBLY 


SEAL WITH 
AFT TUBE A SIKAFLEX-241/-291 


DRILL @0.391 

C'BORE 20.516 X 0.040 DEEP 
INSTALL ALS4-428-165 INSERT (1) 
(4 PLACES) 


SPACER Ж 
WASHER 


A 


AN3C4A BOLT (1) 
D3672-1 WASHER (1) 
INSERT AN960C10L WASHER (1) 


| INSERT SECTION U-U SECTION CC-cC ° (2 PLACES) 
f (SCALE 1:3) (SCALE 1:3) 


"СВОВЕ HOLES MARKED CB1-CB4 AS FOLLOWS AND 
INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 


DART AEROSPACE USA, INC 
PIN 


; PORT HADLOCK, WA 
D3391-025 
12 [20.430 X 0.170. | AELS-1032-225 DRAWING NO. REV. G 


| 20.430 X 0.170 | AELS-1032-130 SHEET8 OF 8 
[20.430 X 0.040 | AELS-1032-130 
| NONE AELS-1032-130 


NO. > 
AWS D17 1.2001 
QUALIFICATION [EST RECORD 


Part number and Job 2. SERO. EIS ETE > i 


TEST WELDS REI UIRED | 
ВАЗЕ METAL Ala vu ` veRDING Рвос E 
Penetration Complete [ | Partial СК. S; agle Weld [v Double Waid И И 
Current AC [Y DC [ J | о NOL4^ 
РН Position _ 3 1 [| РГ] 
Sheet Groove 1G Í | AC i] 
Tube Groove iG LT. 6G 1] 
Sheet Fillet ЕЕ) ат 
Tabe ЕШеі ЕЕ! SE | 1. 
Skidtube 


Crossbolt Spacer Welded into 


TEST RESULTS 


Visual Pass £ Fail [| 
Penetration Pass al [ | 
C rossbolt Spacer Pass | Fail í J 


The above named individual is qualified іп ac :ordance ме AWS р17.1 200110 weld 


Date of Test Coupon OO а ӨТТЕ Те iN ` AUC 2 _ ME 


НМ ‘ORMS\Production\approved.prod.\Welding Сос зол.Кеу.А 


